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Description 

[0001] The present invention relates to an end tank 
for use in a manifold for a heat exchanger of the type in 
which a tank part is joined to a separate header part to 
form the manifold, and in further aspects to such a man- 
ifold, and to a method of assembly thereof. 
[0002] Heat exchangers of the type which are typically 
employed in air conditioning systems for example for au- 
tomobiles comprise opposed manifolds provided with a 
large number of heat exchange tubes which carry cool- 
ant fluid between the manifolds. Each manifold compris- 
es a tubular body which is internally divided by partitions 
or walls into a plurality of compartments to define a tor- 
tuous path for the coolant fluid through the heat ex- 
change tubes. Such manifolds may be formed of two 
channel-like half shells which are joined together along 
their longitudinal edges to form the manifold, with the 
partitions located transversely within the manifold. Such 
a manifold is described in EP 0 584 993. 
[0003] With such an assembly, particular difficulties 
arise in accurately locating the partitions or wall mem- 
bers within the manifold. If these are not accurately lo- 
cated problems of leaking of the manifold can arise, as 
well as problems of partial obstructions of the heat ex- 
change openings. It is known to seat these partitions in 
circumferential grooves machined on the internal sur- 
faces of the tank and header part which serve to position 
the partitions longitudinally therein. The problem with 
this arrangement is that in forming the grooves the wall 
of the tank material is liable to deform, and in particular 
to elongate so that the intended groove locations cannot 
be accurately maintained. 

[0004] It is also known to provide the tank part with 
seating slots extending entirely through the wall thick- 
ness into which the partitions are laterally fitted from out- 
side of the manifold. It is similarly difficult to accurately 
locate the slots at the desired positions. Moreover, the 
slots provide additional possible leakage paths for cool- 
ant fluid. 

[0005] In US 5233756 there is disclosed a tubular 
manifold in which the partitions are held in position by 
deforming the tubular manifold wall on either side of the 
partitions by applying a circumferential beading. The tu- 
bular wall here is also deformed about the apertures in 
the wall provided for the heat exchange tubes, which 
deformation further serves to retain the partitions in po- 
sition. This concept is disclosed in relation to a manifold 
which is of the type which has a tubular unitary construc- 
tion whereby the partitions must be introduced into the 
manifold from an end of the tube prior to the deforma- 
tion. 

[0006] The present invention seeks to overcome the 
problems referred to above. 

[0007] According to a first aspect of the present inven- 
tion there is provided a tank part for connection to a 
header part to form a heat exchanger manifold, which 
tank part comprises an elongate generally channel- 



shaped member and at least one partition member fitted 
in the channel to extend transversely there across, char- 
acterised in that the tank part is provided with inwardly 
deformed dimples formed in the wall of the tank part on 
5 opposite sides of the or each partition member in the 
longitudinal direction of the tank part to retain the or each 
partition in position. 

[0008] In a further aspect the present invention pro- 
vides a heat exchanger manifold comprising elongate 

10 generally channel-shaped tank and header parts joined 
to form a tubular manifold body, and at least one trans- 
verse partition member fitted therein, characterised in 
that the tank part is provided with inwardly deformed 
dimples formed in the wall of the tank part on opposite 

is sides, in the longitudinal direction of the manifold, of the 
or each partition member. 

[0009] In a further aspect the present invention pro- 
vides a heat exchanger comprising at least one tubular 
manifold comprising separate tank and header parts 

20 joined along longitudinal edges thereof, said header part 
defining a plurality of apertures therein; a plurality of 
heat exchange tubes each extending through a respec- 
tive aperture to communicate internally with the mani- 
fold; and at least one partition member disposed trans- 

25 versely in the manifold; characterised in that the tank 
part is provided with inwardly extending dimples formed 
in the wall of the tank part on opposite sides of the or 
each partition member. 

[0010] These dimples provide a particularly simple yet 
30 effective means of maintaining the partition members 
accurately in position. 

[0011] In addition to, the dimple-like protrusions, the 
channel member may have longitudinal edge regions 
which are provided with upstanding portions at the lo- 
35 cation of the or each partition, and regions constituting 
tabs which are bent inwardly from these upstanding por- 
tions on opposite sides of the or each partition, in order 
to hold an upper region of the or each partition in posi- 

40 [0012] These upstanding portions may comprise sub- 
stantially rectangular portions, corner regions of which 
are bent inwardly on the opposite faces of the partitions. 
[0013] Alternatively, each upstanding portion may be 
provided with a finger-like upward extension of the up- 

45 standing portion, constituting the tab which is bent in- 
wardly towards the opposite tank edge region, substan- 
tially parallel to the plane of the partition, and with the 
finger-like tab at one edge region disposed on one side 
of the partition with that of the opposite tank edge region 

50 disposed on the opposite side of the partition. 

[0014] By accurately retaining the upper regions of 
the partitions in position against the tank sidewall prob- 
lems of leakage at these regions are reduced. 
[0015] In a further aspect the invention provides a 

55 method of assembly of a tank part for a heat exchanger 
manifold of the type comprising separate tank and head- 
er parts joined to form a tubular manifold, comprising 
the steps of: 
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a) providing a generally channel-shaped tank part 
and at least one partition member; 

b) fitting the or each partition member into the chan- 
nel to extend transversely across the channel; and 

c) inwardly deforming the tank part on opposite 
sides of the or each partition member to retain this 
in position; 

wherein in step c) a punch tool directed at the outside 
of the tank part is employed to form inwardly protruding 
dimples. 

[0016] In a preferred embodiment the tank part is pro- 
vided with portions upstanding from the longitudinal 
edges thereof, and in step c) regions of these upstand- 
ing portions are bent inwardly on opposite sides of the 
or each partition. 

[0017] Further features and advantages of the inven- 
tion will appear more clearly from the detailed descrip- 
tion of a preferred embodiment of the invention which 
follows, being given by way of example only and with 
reference to the accompanying drawings. 

Figure 1 is a view of a heat exchanger; 
Figure 2(a) is a longitudinal cross-sectional view of 
an end region of the manifold of the heat exchanger, 
in accordance with the present invention; 
Figure 2(b) is an end view looking in the direction 
of the arrow B in Figure 2(a); 
Figure 3 is a side view of an end region of a tank 
part of the manifold showing a partition fitted there- 
Figure 4 is a cross-sectional view along the line A- 
A of Figure 3; 

Figure 5 shows a punch assembly for deforming the 
tank part; 

Figure 6 is a perspective view of the region of a tank 
part at the location of an internal partition, provided 
with additional retaining means; 
Figure 7 is a top view of the region of the tank part 
shown in Figure 6; 

Figure 8 is a perspective view of a region of the tank 
part at the location of an internal partition showing 
an alternative retaining means; and 
Figure 9 is a side view of the region of the tank part 
shown in Figure 8. 

[0018] Figure 1 shows part of a heat exchanger gen- 
erally designated 2 for use for example as a condensor 
in an automobile air conditioning system. The heat ex- 
changer 2 comprises opposed tubular manifolds 4 
which are connected on either side of a heat exchange 
core 5. The manifold 4 is in the form of a tubular housing 
which is closed at opposite ends by means of transverse 
baffles or partitions 6 which constitute end walls, so as 
to define an interior space which is sub-divided by inter- 
mediate partitions or baffles 8 which constitute internal 
walls into a plurality of internal compartments. The term 
"partitions" is used herein to denote both the members 



defining the end walls and those defining internal walls. 
[0019] As is conventional, the heat exchange core 5 
comprises a plurality of heat exchange tubes 1 0 extend- 
ing into apertures formed in the manifolds to communi- 

s cate internally therewith. These tubes 10 are formed in 
a conventional manner by extrusion. The internal divi- 
sion of the manifolds is such as to define a tortuous mul- 
ti-pass pathway for coolant fluid (typically a refrigerant). 
Inserts 12 comprising bands of sheet metal which are 

10 curved or folded into a corrugated or wave-like form are 
located in the spaces between the heat exchange tubes 
10, or between the tubes 12 and end plates 14 so as to 
be in thermal contact with the tubes. These serve to in- 
crease the effective surface area of the heat exchange 

'5 surfaces. 

[0020] The manifolds 4 each comprise a header part 
16 and tank part 18 which together define the tubular 
manifold. The header part 16 is an elongate, channel- 
shaped member of transverse cross-section of general- 

20 |y semicircular annular shape. The header part 16 is pro- 
vided with the apertures into which the heat exchange 
tubes 10 extend. The tank part 18 is also of elongate 
channel-shaped form having a transverse cross-section 
of generally semicircular annular form. 

25 [0021 ] As shown, the header part 1 6 is of a larger ra- 
dius than the tank part 18, so that the longitudinal edge 
regions 20 of the tank part 18 are received through an 
interference fit within the open side of the channel- 
shaped header part 16, engaging an edge region 22 

30 thereof. It can also be arranged that the tank part 1 8, in 
transverse section, extends through a part circle which 
is greater than a true semicircle, thereby providing a sig- 
nificant degree of overlap between the engaged edge 
surfaces 20 and 22. The partitions 6,8 comprise disc- 

35 shaped or plate-like elements which are appropriately 
shaped to fit in transverse relation within the space be- 
tween the assembled header part 16 and tank part 18, 
having a peripheral surface consisting of two generally 
semicircular regions of different radius. 

40 [0022] As can be seen in Figures 2 to 4, the partitions 
6,8 are held in position within the tank part 1 8 by means 
of localised deformed regions 24 formed in the wall of 
the tank part 18. These regions 24 are in the manner of 
dimples protruding inwardly into the tank part 18, and 

45 are provided on opposite sides (in the longitudinal direc- 
tion of the tank part 1 8) of each partition, at transversely 
spaced locations near the bottom of the tank part 18, as 
best seen in Figure 4. 

[0023] Figure 5 shows a tool assembly 26 for forming 
so the deformed regions 24, the tool assembly comprising 
a lower tool half having a lower stationary die 28 having 
a shaped surface 30 to receive the tank part 18 into 
which the partitions 6,8 have been fitted, an upper tool 
half having an upper die part 31 and a punch tool 32. 
55 The punch tool 32 has punch heads 34 arranged to slide 
in bores 36 in the part 31 . The shaped die surface 30 is 
provided with dimple-shaped recesses 38. In operation, 
as the punch 32 impacts the tank part 18, and this is 
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deformed to give dimples 24 having a shape defined be- 
tween the punch heads 34 and recesses 38. A similar 
tool assembly will be provided at each partition location. 
[0024] The tank part 18 may be modified, as shown 
in Figures 6 and 7, by providing the tank with "bend-over 
tabs" which are deformed in order to locate and retain 
upper regions of the the partitions 6,8 in position. (These 
can be provided as an alternative to the dimples 24, but 
are preferably provided in addition thereto). These com- 
prise generally rectangular portions 39 which upstand 
from the edge regions 20 of the tank part, having corner 
regions 40 which constitute bend-over tabs bent on the 
opposite sides of the partitions 6,8 to engage the oppo- 
site sides, or at least constrain the partitions from move- 
ment. As best seen in Figure 6, the upstanding portions 
39 continue the curved profile of the tank wall with the 
larger-diameter portion of each partition engaging on 
the top of these portions 39. Typical dimensions for the 
portions 39 are 6 mm in length (in the longitudinal direc- 
tion of the tank part), and 1.0 mm in height above the 
remainder of the tank side wall. 
[0025] Appropriate tooling for deforming the corner 
regions 40 inwardly may be provided at the same loca- 
tion as the tool assembly 26 for forming the dimples, or 
such may be provided at a separate tool station. 
[0026] Figures 7 and 8 show an alternative embodi- 
ment of the tank, employing bend-over tabs. In this em- 
bodiment each of the portions 39 upstanding from the 
upper edge regions 20 of the tank part 18 is formed with 
a tab in the form of an upstanding finger 42 disposed 
longitudinally adjacent the partition to engage one side 
of the partition, with the finger of the upstanding portion 
of the opposite sidewall disposed to engage the oppo- 
site partition side. During assembly, once the partition 
has been fitted in position, the tabs 42 are bent inwardly 
into the tank part 18, substantially parallel to the sides 
of the partitions. In this way, the partitions 6,8 are held 
in position at their upper regions. The accurate position- 
ing of the upper regions of the partitions 6,8 is important 
to ensure good sealing between the partitions and tank 
part, and between header part and tank part in the re- 
gion of the partitions. 

[0027] Although the embodiment of Figures 8 and 9 
has only a single finger, it may also be arranged that a 
pair of fingers are provided at each tab, in order to en- 
gage both faces of the partition at each edge thereof. 
[0028] The heat exchanger manifold 2 is assembled 
by fitting the partitions down into the channel-shaped 
tank part 18 through the open side of the channel, or, in 
the case where the tank part 18 has a profile which ex- 
tends through greater than 180°, by sliding the partitions 
into the tank through one or other end thereof. The tank 
part is then arranged in the tool assembly of Figure 5 to 
provide the dimples as described above. If the retaining 
means of Figures 6 and 7 or 8 and 9 are employed, the 
bend-over tabs of the tank part are then subsequently 
deformed. The header part 1 6 is then fitted over the tank 
part 18, so that the longitudinal edges thereof overlap. 
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The manifold is then connected to the heat exchanger 
core 5 in the conventional manner, with the ends of the 
heat exchanger tubes 1 0 being received within respec- 
tive apertures in the header part 16. 

5 [0029] The above described method of assembly pro- 
vides a minimum amount of distortion to the tank, and 
provides a very precise means of accurately holding the 
partitions in their correct positions, minimising leakage. 
[0030] Sealing between the edges of the partitions 6,8 

10 and the inner surface of the manifold is obtained by braz- 
ing using a fusible metallic coating which is melted by 
heating the assembled heat exchanger in an oven. The 
coating is preferably provided on the partitions them- 
selves so that they can be brazed to the inner wall of the 

is manifold, and on the outer surface of the manifold sur- 
face so that this can be brazed to the heat exchange 
tubes. 



20 Claims 

1. A tank part (18) for connection to a header part (16) 
to form a heat exchanger manifold (4), which tank 
part comprises an elongate generally channel- 

25 shaped member and at least one partition member 
(8) fitted in the channel to extend transversely there 
across, characterised in that the tank part (18) is 
provided with inwardly deformed dimples (24) 
formed in the wall of the tank part on opposite sides 

30 of the or each partition member (8) in the longitudi- 
nal direction of the tank part to retain the or each 
partition in position. 

2. A heat exchanger manifold (4) comprising a tank 
35 part (18) according to claim 1 and a separate head- 
er part (16) joined along longitudinal edges thereof 
to form a tubular manifold body. 

3. A heat exchanger (2) comprising at least one heat 
40 exchanger manifold (4) according to claim 2 where- 
in said header part defines a plurality of apertures 
therein; and a plurality of heat exchange tubes (10) 
each extending through a respective aperture "to 
communicate internally with the manifold (4). 

45 

4. A tank part (18) according to claim 1, a heat ex- 
changer manifold (4) according to claim 2 or a heat 
exchanger (2) according to claim 3, wherein two 
pairs of dimples (24) are provided for the or each 

50 partition. 

5. A tank part (18) according to claim 1, a heat ex- 
changer manifold (4) according to claim 2 or a heat 
exchanger (2) according to claim 3 wherein the 

55 channel-shaped member has longitudinal edge re- 
gions (20) which are provided with upstanding por- 
tions (39) at the location of the or each partition, re- 
gions of these upstanding portions constituting tabs 
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(40) which are bent inwardly on the opposite sides 
of the or each partition (8) in order to hold an upper 
region thereof in position. 

6. A tank part (18) according to claim 5 wherein the 
upstanding portions (39) comprise substantially 
rectangular tabs, corner regions (40) of which are 
inwardly bent over on the opposite sides of the or 
each partition. 

7. A tank part (18) according to claim 5 wherein each 
upstanding portion (39) is provided with a finger-like 
upward extension (42) of the upstanding portion, 
constituting the tab which is bent inwardly towards 
the opposite tank edge region, substantially parallel 
to the plane of the partition (8), and wherein the fin- 
ger-like tab at one edge region is disposed on one 
side of the partition with that of the opposite tank 
edge region disposed on the opposite side of the 
partition, 

8. A method of assembly of a tank part (18) for a heat 
exchanger manifold (4) of the type comprising sep- 
arate tank and header parts joined to form a tubular 
manifold, comprising the steps of: 

a) providing a generally channel-shaped tank 
part and at least one partition member (8); 

b) fitting the or each partition member into the 
channel to extend transversely across the 
channel; and 

c) inwardly deforming the tank part on opposite 
sides of the or each partition member to retain 
this in position; wherein in step c) a punch tool 
directed at the outside of the tank part is em- 
ployed to form inwardly protruding dimples 
(24). 

9. A method according to claim 12 wherein the tank 
part is provided with portions (39) upstanding from 
the longitudinal edges (20) thereof, and in step c) 
regions (40) of these upstanding portions are bent 
inwardly on opposite sides of the or each partition 
(8). 



PatentansprGche 

1. Endkammerteil (18) zur Verbindung mit einem Ver- 
teilerkopfteil (16), urn einen Warmetauschervertei- 
ler (4) zu bilden, das genannte Endkammerteil urn- 
fassend ein langliches, im wesentlichen kanalformi- 
ges Glied und mindestens ein Trennwandglied (8), 
das so in den Kanal eingebaut ist, daR es sich quer 
uber diesen erstreckt, dadurch gekennzeichnet, 
daR das Endkammerteil (18) mit nach innen ausge- 
formten Pragewarzen (24) versehen ist, die in der 
Wand des Endkammerteils an einander gegen- 
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uberliegenden Seiten des Oder jedes Trennwand- 
glieds (8) in Langsrichtung des Endkammerteils an- 
geordnet sind, um das Oder jedes Trennwandglied 
in der gewiinschten Position zu halten. 

2. Warmetauscherverteiler (4) umfassend ein End- 
kammerteil (18) nach Anspruch 1 und ein getrenn- 
tes Verteiler kopfteil (16), die entlang ihren Langs- 
kanten miteinander verbunden sind, um einen roh- 

10 renformigen Verteilerkorper zu bilden. 

3. Warmetauscher (2) umfassend mindestens einen 
Warmetauscherverteiler (4) nach Anspruch 2, da- 
durch gekennzeichnet, daR das genannte Vertei- 

is lerkopfteil eine Vielzahl von Offnungen in demsel- 
ben definiert, und sich eine Vielzahl von Warmetau- 
scherrohren (1 0) jeweils durch eine entsprechende 
Offnung erstrecken, so daR sie intern mit dem Ver- 
teiler (4) verbunden sind. 

20 

4. Endkammerteil (18) nach Anspruch 1, Warmetau- 
scherverteiler (4) nach Anspruch 2 Oder Warmetau- 
scher (2) nach Anspruch 3, dadurch gekennzeich- 
net, daR zwei Paare von Pragewarzen (24) fur die 

2S oder jede Trennwand vorgesehen sind. 

5. Endkammerteil (18) nach Anspruch 1, Warmetau- 
scherverteiler (4) nach Anspruch 2 oder Warmetau- 
scher (2) nach Anspruch 3, dadurch gekennzeich- 

30 net, daR das kanalformige Glied in Langsrichtung 
verlaufende Kantenbereiche (20) umfaRt, die an 
der Position der oder jeder Trennwand mit aufrecht 
stehenden Teilstucken (39) versehen ist, wobei Be- 
reiche dieser aufrecht stehenden Teilstucke Lap- 
as pen (40) bilden, dieauf den einander gegenuberlie- 
genden Seiten der oder jeder Trennwand (8) nach 
innen gebogen werden, um einen oberen Bereich 
davon in der gewiinschten Position zu halten. 

40 6. Endkammerteil (18) nach Anspruch 5, dadurch ge- 
kennzeichnet, daR die aufrecht stehenden Teil- 
stucke (39) im wesentlichen rechtwinklige Lappen 
umfassen, deren Randbereiche (40) auf einander 
gegenuberliegenden Seiten der oder jeder Trenn- 

45 wand nach innen umgebogen werden. 

7. Endkammerteil (18) nach Anspruch 5, dadurch ge- 
kennzeichnet, daR jedes aufrecht stehende Toil- 
stuck (39) mit einer fingerformigen, nach oben ge- 

so richteten Verlangerung (42) des aufrecht stehen- 
den Teilstucks versehen ist, welcheden Lappen bil- 
det, der nach innen in Richtung auf den gegenuber- 
liegenden Kantenbereich des Endkammerteils und 
im wesentlichen parallel zur Ebene der Trennwand 

ss (8) gebogen wird, und dadurch gekennzeichnet, 
daR der fingerformige Lappen an einem Kantenbe- 
reich auf der einen Seite der Trennwand angeord- 
net ist und der fingerformige Lappen am gegen- 
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uberliegenden Kantenbereich des Endkammerteils 
auf der gegenuberliegenden Seite der Trennwand 
angeordnet ist. 

8. Verfahren zum Zusammenbau eines Endkammer- 
teils (18) fur einen Warmetauscherverteiler (4) des 
Typs, der getrennte Endkammer- und Verteilerkopf- 
teile umfaGt, die miteinander verbunden sind, urn 
einen rohrenformigen Verteiler zu bilden, umfas- 
send die Schritte 

a) Bereitstellung eines im wesentlichen kanal- 
formigen Endkammerteils und mindestens ei- 
nes Trennwandglieds (8); 

b) Einsetzen des oder jedes Trennwandglieds 
in den Kanal, so dafi es sich quer uber den Ka- 
nal erstreckt; und 

c) Verformung des Endkammerteils nach innen 
auf einander gegenuberliegenden Seiten des 
oder jedes Trennwandglieds, urn dieses in der 
gewunschten Position zu halten; dadurch ge- 
kennzeichnet, daR in Schritt c) ein Pragewerk- 
zeug an der AuGenseite des Endkammerteils 
angesetzt wird, urn nach innen hervorragende 
Pragewarzen (24) zu formen. 

9. Verfahren nach Anspruch 8, dadurch gekenn- 
zeichnet, dafi das Endkammerteil mit Teilstucken 
(39) versehen ist, die an den Langskanten (20) des- 
selben aufrecht stehend angeordnet sind, und in 
Schritt c) Bereiche (40) dieser aufrecht stehenden 
Teilstucke auf einander gegenuberliegenden Sei- 
ten der oder jeder Trennwand (8) nach innen gebo- 
gen werden. 



Revendications 

1 . Partie reservoir (18) a joindre a une partie collecteur 
(16) pour former un collecteur d'echangeur de cha- 
leur (4), laquelle partie reservoir comprend un ele- 
ment allonge de maniere generale en forme de 
gouttiere et au moins un element cloison (8) monte 
dans la gouttiere de fagon a s'etendre transversa- 
lement a travers celle-ci, caracterisee par le fait que 
cette partie reservoir (18) est pourvue de fossettes 
deformees vers I'interieur (24), formees dans la pa- 
roi de la partie reservoir sur des c6t6s opposes de 
I'element cloison ou de chaque element cloison (8) 
dans la direction longitudinale de la partie reservoir 
pour retenir la ou chaque cloison en position. 

2. Collecteur d'echangeur de chaleur (4) comprenant 
une partie reservoir (18) selon la revendication 1 et 
un element collecteur separe (1 6) jointes le long de 
bords longitudinaux pour former un corps de collec- 



teur tubulaire. 

3. Echangeur de chaleur (2) comprenant au moins un 
collecteur d'echangeur de chaleur (4) selon la re- 

5 vendication 2, dans lequel ledit element collecteur 
presente une serie d'ouvertures, et une serie de tu- 
bes d'echange de chaleur (10) passant chacun par 
une ouverture respective pour communiquer inte- 
rieurement avec le collecteur (4). 

10 

4. Partie reservoir (18) selon la revendication 1, col- 
lecteur d'echangeur de chaleur (4) selon la reven- 
dication 2 ou echangeur de chaleur (2) selon la re- 
vendication 3, dans lesquels deux paires de fosset- 

is tes (24) sont prevues pour la ou chaque cloison. 

5. Partie reservoir (18) selon la revendication 1, col- 
lecteur d'echangeur de chaleur (4) selon la reven- 
dication 2 ou echangeur de chaleur (2) selon la re- 

20 vendication 3, dans lesquels I'element en forme de 
gouttiere a des regions de bord longitudinales (20) 
qui sont pourvues de parties dressees (39) a I'en- 
droit de la ou chaque cloison, des regions de ces 
parties dressees constituant des pattes (40) qui 

zs sont pliees vers I'interieur sur les cotes opposes de 
la ou chaque cloison (8) afin de maintenir en posi- 
tion une region superieure de celle-ci. 

6. Partie reservoir (18) selon la revendication 5, dans 
30 laquelle les parties dressees (39) comprennent des 

pattes sensiblement rectangulaires dont des re- 
gions de coin (40) sont repliees vers I'interieur sur 
les cotes opposes de la ou chaque cloison. 

35 7. Partie reservoir (18) selon la revendication 5, dans 
laquelle chaque partie dressee (39) est pourvue 
d'un prolongement vers le haut, du genre doigt (42) 
qui constitue la patte pliee vers I'interieur vers la re- 
gion de bord opposee du reservoir, sensiblement 

40 parallelement au plan de la cloison (8), et dans la- 
quelle la patte du genre doigt d'une region de bord 
est placee sur un cote de la cloison, avec cells de 
la region de bord opposes du reservoir placee sur 
le cote oppose de la cloison. 

45 

8. Procede d'assemblage d'une partie reservoir (18) 
pour un collecteur d'echangeur de chaleur (4) du 
type comprenant une partie reservoir et un element 
collecteur separes joints pour former un collecteur 
50 tubulaire, comprenant les etapes de : 

a) prise d'une partie reservoir de maniere ge- 
nerale en forme de gouttiere et d'au moins un 
element cloison (8), 
55 b) montage de I'element cloison ou de chaque 

element cloison dans la gouttiere de fagon qu'il 
s'etende transversalement a travers celle-ci, et 
c) deformation vers I'interieur de la partie reser- 
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voirsur des cotes opposes de I'element cloison 
ou de chaque element cloison pour retenir ce- 
lui-ci en position, 

dans lequel, dans I'etape c), un outil poincon dirige s 
a I'exterieurde la partie reservoir est employe pour 
former des fossettes (24) faisant saillie vers I'inte- 



Procede selon la revendication 12, dans lequel la 10 
partie reservoir est pourvue de parties (39) qui se 
dressent a partir de ses bords longitudinaux (20), 
et dans I'etape c), des regions (40) de ces parties 
dressees sont pliees vers I'interieur sur des cotes 
opposes de la ou chaque cloison (8). '5 
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Fig.2(a). Fig.2(b). 




Fig.3. 



Fig.4. 




10 



EP 0 709 644 B1 




11 



